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1
METHOD FOR MELTING STEEL

FIELD OF THE INVENTION

The present invention relates to a method for melting steel
in an electric arc furnace (EAF), which method includes the
steps of

providing a hot heel in the EAF,

loading metal scrap into the EAF, and

melting the metal scrap in the EAF.

BACKGROUND OF THE INVENTION

EAF steelmaking is a highly energy-intensive process. It
consumes a large amount of electrical and chemical energy.
The hot heel is the liquid steel remaining in the furnace after
the preceding melting operation. Such a hot heel is remaining
in many traditional steel melting processes due to practical
aspects. When a steel melting process is completed the melted
steel traditionally was discharged simply by tilting the fur-
nace, whereby a part of the melted steel due to the geometry
of'the furnace was left. A further reason for maintaining a hot
heel has been to avoid too large temperature fluctuations in
the walls of the furnace. A positive effect of the hot heel is
further that electric energy supplied for the melting process
can be reduced.

In order to provide optimal conditions for the process it is
advantageous to provide stirring of the melt. This is because
without stirring, the melt is so stagnant that it leads to severe
problems. Cold spots due to non-uniform melting occur. In
order to reach a desired steel quality, the melting time and
bath temperature have to be increased to reach a flat bath. This
results in high energy consumption. Further, it takes long time
for large pieces of scrap to be melted. Severe thermal strati-
fication of the steel melt with high bath temperature gradient
will occur. The gradients cause uneven reaction area.

By stirring such related problems can be eliminated or at
least reduced. Known main technologies applied for stirring
are electromagnetic stirring (EMS) and gas stirring. Gas stir-
ring has some disadvantages in comparison with EMS.

EMS can move solid scrap transversely, which is not the
case for gas stirring. EMS has better stirring effect for scrap
melting. The stirring effect of gas stirring is also limited due
to insufficiency of fitting EAF geometry. Gas stirring has low
reliability due to maintenance and operation difficulties and
entails the risk for bottom inject hole blocking. Leakage of
molten steel from gas injection holes might occur.

For an effective EMS it is necessary to have a substantial
part of the furnace content to be in liquid state. With a hot heel
of a size traditionally applied, the charging of scrap into the
hot heel results in that at least part of the hot heel solidifies
since it is cooled down by the scrap. Then the proportion of
the liquid state will gradually increase due to the heating by
the electric arc and it will take some time until the liquid
fraction is sufficiently large to effectively start the EMS. This
is normally not present until a large part of the process has
passed, typically about 40-50% of'the total process time. With
process time is normally meant the time span from the initial
charging of the furnace with the metal scrap until the molten
steel is discharged therefrom, and this is the meaning also in
the present application.

The benefits from applying EMS therefore are gained only
during a part of the process.

An illustrative example of prior art is disclosed in GB
2192446 A describing a steel melting process applying gas
stirring. The furnace operates with a hot heel of a limited size
that is mentioned in the disclosure to be in the range of 10 to
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2

30% of the previous charge. As mentioned above, the mass of
such a limited hot heel is normally not sufficient to avoid
solidification of parts of the hot heel when the scrap is
charged. Stirring at an early stage of the process therefore will
not be effective, in particular not when using EMS.

DE 9422137 U1 also discloses a melting process in which
ahot heel is maintained from the previous process cycle. The
mass of the hot heel is not defined and if the hot heel has a
mass within the range conventionally present it would not be
sufficient to avoid solidification of at least parts of the hot
heel.

EMS stirring as such is disclosed e.g. in GB 1601490.

SUMMARY OF THE INVENTION

One object of the present invention is to improve a steel
making process of the kind in question. More specific, the
object is to reduce the consumption of electric energy for the
process. In particular, the object is to make it possible to
effectively apply EMS during a larger part of the process,
preferably during the complete process.

This object is achieved in that a method of the kind speci-
fied in the introduction of this description includes the further
specific steps of providing the hot heel in an amount corre-
sponding to the formula:

(T - T)XC,

mp=NK—m—F————m
(Tn = T) X CL+ Q

s

where my, is the mass of the hot heel provided, m, the mass of
the initially loaded scrap that is beyond the surface of the hot
heel, T,, is the melting temperature of the scrap, T is the
temperature of the scrap at loading thereof, T, is the tempera-
ture of the hot heel at the loading of the scrap, C,’°, is the
specific heat capacity of the scrap, CPZ is the specific heat
capacity of the hot heel, Q is the specific melt heat for the
scrap and R is a coefficient that is at least 0.75, and in that
electromagnet stirring is applied to the process.

The term “hot heel” conventionally means the liquid steel
that is left in the furnace after discharging in the previous
process. This is also understood by the term in the present
application. However, in the present application this term is to
be understood as the amount of liquid metal being present in
the furnace irrespective of where it comes from. The term
“hot heel” in this application thus includes any liquid steel
that is initially supplied to the furnace as an addition to the
liquid steel from the preceding process or even instead of the
liquid steel from the preceding process.

The formula specifies a minimum for the mass of the hot
heel in relation to the mass of the steel in dependence of the
thermal conditions that are present. The minimum according
to the formula represents a hot heel mass that is large enough
for attaining a sufficient amount of the liquid state that allows
an effective application of EMS at a much earlier stage in the
process than is possible with a hot heel of the size that con-
ventionally is present. The advantages of the EMS therefore is
gained during a much larger part of the total process time
resulting in a more effective process with regards to the con-
sumption of electric energy.

The formula is based on the calculation of heat balance
between on one hand the heat required to heat the mass of
scrap beyond the hot heel surface up to melting temperature
and on the other hand the heat that can be withdrawn from the
hot heel without it being solidified. The theoretical equilib-
rium occurs when R=1.
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However, in practice the theoretical equilibrium will not
exactly reflect what will happen during the initial part of the
process but is rather to be considered as a rough guidance.
There are factors influencing the process at this stage thattend
to result in solidification in spite of the heat balance. Most
important in this respect is the fact that the heat transfer from
the hot heel to the scrap is not uniform. Some parts of the hot
heel thus might be cooled down earlier than others. The
uneven cooling of the hot heel thereby will result in that parts
thereof will solidify in spite of the presence of sufficient
amount thereof to theoretically keep it in liquid stage.

Other factors have the opposite effect. The electric arc is
ignited already at the beginning of the process. Thereby a
continuous heat supply is provided which adds to the heat
potential of the hot heel. Considering this effect, the heat
balance is affected in a direction preventing solidification of
the hot heel. This effect thus means that the hot heel will
maintain in liquid stage even for a value of R that is lower than
1.

The sum of these two effects is time-dependent and is also
dependent on various prevailing conditions. It is therefore
hard to calculate and cannot easily be generalized. The mini-
mum value R=0.75 specified for the general presentation of
the invention represent a condition where the second influ-
ence above is given the highest weight and the first influence
is small. For optimal process conditions with regards to the
heat balance during the initial stage this value of R should be
sufficient to maintain the hot heel in liquid stage. Some minor
local solidified spots in the hot heel might occur, but not to the
extent that it significantly reduces the effect of the EMS.

Through the method according to the invention where the
EMS can be applied at earlier stage than according to prior art
many benefits are achieved:

A large energy saving through efficient scrap melting dur-
ing full operation cycle or at least a larger part thereof
than according to prior art.

Increased yield of iron and alloys.

Increased productivity through shorter tap to tap times.

Reduced oxygen consumption by fully used advantages of
the hot heel together with the EMS.

Reduced tap hole wear.

Reduced electrode consumption due to less scrap move-
ments.

Reduced risk of electrode breakage.

Higher power input can be applied at earlier stage.

Improved arc stability.

Reduced power on time.

Prevention of slag carry over.

Improved end point control accuracy and reliability.

EMS slag position to push slag to slag door for slag
removal.

Longer slag-metal interface reaction time and uniform
reaction area.

Increased efficiency of melting and bath homogenization.

Shorter process cycle time.

According to a preferred embodiment R is at least 1.

This embodiment means that the minimum relative mass of
the hot heel is somewhat larger than what is specified for the
invention in its most generalized form. As described above
R=1 represents the heat equilibrium when considering only
the heat content of the hot heel and the scrap, respectively.
This embodiment thereby is safer with respect to avoid solidi-
fication of parts of the hot heel and is based on the presump-
tion that the effect of non-homogenous cooling of the hot heel
and the effect of the heat supplied by the electric arc roughly
balance each other. There will thus be a higher degree of
certainty to benefit from the advantages with EMS.
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According to a further preferred embodiment R is at least
1.2.

This embodiment provides a still greater margin against the
risk for solidifications in the hot heel since the theoretical heat
content of the hot heel is 20% higher than what is theoretically
required to maintain it liquid. Even in cases where the effect
of non-homogenous solidification might dominate in com-
parison with the effect of the heat supply from the electric arc,
the hot heel will remain substantially liquid.

According to a further preferred embodiment the mass of
the hot heel is less than 1.5 times the minimum specified
according to the invention.

The presence of a minimum of hot heel is stipulated in
order to maintain the hot heel liquid. However, to have a hot
heel that is much larger than that minimum in relation to the
mass of the scrap beyond the hot heel surface is not necessary.
On the contrary, a too large hot heel is waste of energy. By
limiting the relative amount of hot heel, the productivity of
the processes is taken into consideration and an upper limit
according to this embodiment therefore is advantageous with
regards to the productivity aspect.

For the embodiment where the minimum mass of the hot
heel is defined with R=0.75, the maximum mass according to
this embodiment is defined by R being smaller than 1.125. For
the embodiments where R, is 1 and 1.2, respectively the
corresponding R, . will be 1.5 and 1.8, respectively.

According to a further preferred embodiment, the start of
the EMS is at least before 20% of the total melting process has
passed.

As mentioned above, one of the important aspects of the
invention is that it will allow the application of EMS at an
earlier stage of the process, and thereby gain from the advan-
tages of EMS during a longer period. With this embodiment
the period during which EMS cannot be applied is reduced to
less than the half according to conventional technique.

According to a further preferred embodiment, the start of
the EMS is at least before 10% of the total melting process has
passed. The application time for EMS according to this
embodiment thus is still further increased and thereby the
advantages relating to such stirring.

According to a further preferred embodiment, the start of
the EMS is at least before 2% of the total melting process has
passed. This means that the EMS starts practically from the
very beginning of the process, which is particularly advanta-
geous.

According to a further preferred embodiment, the mass of
the hot heel and the mass of hot metal charge together is at
least 30% of'the total mass of steel in the furnace at the end of
the process.

This is a further criterion for securing a sufficient amount
of'steel in liquid phase in the furnace to provide conditions for
an effective EMS. With this criterion also further effects
influencing the heat balance in the furnace content are taken
into consideration, namely the effect of the scrap mass that
initially is above the surface of the hot heel, the effect of
charging further scrap later during the process in case multi-
bucket charging is utilized and the effect of supplying hot
metal, i.e. liquid metal during the melting process.

According to a further preferred embodiment, the mass of
the hot heel and the mass of hot metal charge is at least 30%
of the total mass of steel in the furnace at any stage of the
process.

This embodiment further contributes to assure that the
EMS will operate sufficiently during the complete process.
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According to a further preferred embodiment, the mass of
the hot heel and the mass of hot metal charge together is less
than 60% of the total mass of steel in the furnace at the end of
the process.

Thereby the criterion related to the influence of the com-
ponents of the bath that are added after the initial charging are
taken into consideration for the upper limit of the hot heel in
order to avoid an amount of hot heel that is above what
represents an efficient productivity.

According to a further preferred embodiment, the mass of
the hot heel and the mass of hot metal charge is less than 60%
the total mass of steel in the furnace at any stage of the
process.

This embodiment correspondingly will further contribute
that the mass of the hot heel is limited to maintain efficient
productivity.

According to a further preferred embodiment the size dis-
tribution of the pieces in the scrap initially supplied to the hot
heel is determined.

The mass of the scrap that will be below the surface of the
hot heel is dependent on the structure of the scrap. Due to the
irregular shape and different sizes of the pieces in the scrap,
there will be much void between the pieces such that the
overall density including the voids will be much lower than
the density of the scrap pieces as such. This density normally
is in the range of 2-3 kg/dm>. This can thus be used as
guidance when calculating the mass of the hot heel required in
order to fulfill the criterion according to the invention. By
determining the size distribution of the pieces in the scrap,
said overall scrap density can be more precisely assessed.
Thereby the criterion for the mass of the hot heel will have
increased accuracy resulting in a better possibility to provide
an optimal hot heel mass with respect to on one hand assure
sufficient hot heel mass for the EMS and on the other hand
avoid a too large hot heel with respect to productivity.

Determining the size of the pieces in the scrap might
include determining the size of every piece or of only a
representative selection of the pieces.

The size distribution also affects the heat transfer from the
hotheel to the scrap. The larger the pieces in the scrap are, the
slower the heat transfer will be. With knowledge of the size
distribution also this effect can be taken into consideration
when determining the optimal mass of the hot heel.

According to a further preferred embodiment the geometry
of the pieces in the scrap is determined.

This contributes further to asses a more precise value of the
overall scrap density and also affects the intensity of the heat
transfer, resulting in advantages of the kind mentioned next
above. Also when determining the geometry it can be made
for each piece or for only a representative selection of the
pieces.

The above described preferred embodiments of the inven-
tion are specified herein. It is to be understood that further
preferred embodiments of course can be constituted by any
possible combination of the preferred embodiments above
and by any possible combination of these and features men-
tioned in the description of examples below.

The invention will be further explained through the follow-
ing detailed description of examples thereof and with refer-
ence to the accompanying drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

FIGS. 1a-e display schematically in side (FIGS. 1a-c and
1e) and top (FIG. 1d) elevation views of an EAF to which the
method according to the invention is suitable.
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FIGS. 2a-b display in diagrams electrical power consump-
tion (FIG. 2a) and oxygen supply flow (FIG. 2) as a function
of time during melting of scrap in an EAF melting process
according to an embodiment of a process according to the
invention as compared to prior art melting process.

DETAILED DESCRIPTION OF THE INVENTION

In FIGS. 1a-¢ is illustrated an electrical arc furnace (EAF)
during different stages of an EAF melting process according
to an embodiment of the invention. The EAF 10 comprises an
electromagnetic stirrer (EMS) 11 and electrodes 12. A power
supply system 13 operatively connected to the electrodes 12
and a process and control device 14 (only illustrated in FIG.
1a) operatively connected to the power supply system 13 and
the EMS for the control thereof, are provided.

Through the process and control device 14 the adequate
mass of the hot heel can be calculated based on stored and
measured values for the parameters in the formula that deter-
mines the mass of the hot heel. The hot heel is entirely or at
least to a major part is formed by the melt that is left in the
furnace after discharging of the previous process cycle.
Therefore the calculation of the adequate hot heel mass pref-
erably is made already just before the discharge of the previ-
ous melting process.

FIG. 1a illustrates an arc ignition stage wherein a hot heel
15 has been left in the EAF 10 from an earlier process cycle,
i.e. when the melted metal scrap was emptied in the earlier
process cycle a controlled amount of melted metal scrap, i.e.
the hot heel 15, was left in the EAF for the following melting
cycle. Further a controlled amount of solid metal scrap has
been loaded into the EAF 10. The arcs between the electrodes
12 and the scrap are ignited.

FIG. 15 1llustrates a boring stage wherein the electrodes 12
are melting solid metal scrap 16 while penetrating further
down into the metal scrap 16. The melt is now consisting of
the hot heel 15 and some melted scrap. The electrical power
consumption and oxygen supply flow during the arc ignition
and boring stages of FIGS. 1a-b are illustrated in FIGS. 2a-b
as occurring between about 6 and 12 minutes from the start of
the process.

Next an optional hot metal charge is performed. Here, the
melted metal is supplied to the EAF from a steelmaking
facility (not illustrated). During the hot metal charge, which
occurs between about 12 and 17 minutes from the start of the
process. No electrical power is supplied to the electrodes 12
and no oxygen is supplied to the EAF 10.

Thereafter the main melting process is performed as illus-
trated in FIGS. 1c¢-d, during which the electrical power and
the oxygen supply flow are maximum. Next an optional refin-
ing stage is performed as being illustrated in FIG. 1e with
lower power to heat the melt to tapping temperature. The
main melting and refining stages occur between about 17 and
37 minutes from the cycle start, during which the electrical
power is stepwise decreased. The EAF melting process cycle
ends with the emptying of the melted metal scrap except for
the hot heel required for the next melting cycle.

FIG. 2a is a diagram of the electrical power consumption
during the EAF melting process according to the invention as
compared to the electrical power consumption for a prior art
melting process, represented by the lower and upper lines of
the sectioned parts in the diagram, respectively. Similarly,
FIG. 24 is a diagram of the oxygen supply flow during the
invented EAF melting process as compared to the oxygen
supply flow for a prior art melting process.
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What is claimed is:

1. A method for melting steel in an electric arc furnace
(EAF), said method including steps of

providing a hot heel in the EAF,

loading metal scrap into the EAF, and

melting the metal scrap in the EAF,
wherein a mass of the hot heel provided is according to a
formula:

(T = TG,

my=KN———m—"7"—""""—m
(Th —T)CL + 0

s

where my, is the mass of the hot heel provided, m, is the mass
of'an initially loaded scrap that is beyond a surface of the hot
heel, T,, is the melting temperature of the scrap, T is the
temperature of the scrap at loading thereof, T, is the tempera-
ture of the hot heel at the loading of the scrap, C,” is the
specific heat capacity of the scrap, CPZ is the specific heat
capacity of the hot heel, Q is the specific melt heat for the
scrap and R is a coefficient that is at least 0.75, wherein
electromagnet stirring (EMS) is applied to at least the melting
step, and wherein the mass of the hot heel provided is calcu-
lated by a process and control device using stored and/or
measured values form,, T,,, T, T,, C,% CPZ, Q, and R applied
to the formula.

2. The method according to claim 1, wherein R is at least 1.

3. The method according to claim 2, wherein R is at least
1.2.

4. The method according to claim 1, wherein the mass of
the hot heel is less than 1.5 times a minimum specified
according to the invention.
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5. The method according to claim 1, wherein a start of the
EMS is at least before 20% of a total melting process has
passed.

6. The method according to claim 5, wherein the start of the
EMS is at least before 10% of the total melting process has
passed.

7. The method according to claim 6, wherein the start of the
EMS is at least before 2% of the total melting process has
passed.

8. The method according to claim 1, wherein the mass of
the hot heel and the mass of the hot metal charge together is at
least 30% of the total mass of steel in the furnace at an end of
the melting step.

9. The method according to claim 8, wherein the mass of
the hot heel and the mass of the hot metal charge together is at
least 30% of the total mass of steel in the furnace at any step
in the method.

10. The method according to claim 1, wherein the mass of
the hot heel and the mass of hot metal charge together is less
than 60% of the total mass of steel in the furnace at a end of the
melting step.

11. The method according to claim 10, wherein the mass of
the hot heel and the mass of hot metal charge is less than 60%
of the total mass of steel in the furnace at any step of the
method.

12. The method according to claim 1, wherein size distri-
bution of pieces in the scrap initially supplied to the hot heel
is determined.

13. The method according to claim 1, wherein geometry of
pieces in the scrap is determined.
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